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1. 5. PRESSUREDROP:

THE PRESSUREDROI) PERMISSIBLEFOR THE FILTERELEMENTSHALLNOT EXCEED
THE VALUESSPECIFIEDIN THE FILTERASSEMBLYDRAWING. THE FILTER
ELEMENTSHALLBE DESIGNEDSO THATWHEN50% OF THE OPENINGSARE
CLOSED/PLUGGED,THE TOTALPRESSUREDROP(ELEMENTAND HOUSING)DOES
NOT EXCEED125% OF THE CLEAN fJRESSUREDROP.

SCOPE:

THISDRAWINGCOVERSTHEDESIGN,FABRICATIONANDTESTINGOF HIGH
PRESSUREFILTERELEMENTS.

DESIGNREQUIREMENTS

2. APPLICABLEPUBLICATIONS:

ASMEBOILERAND PRESSUREVESSELCODE

SECTIONVIII
SECTIONIX

RULES FOR CONSTRUCTIONOF PRESSUREVESSELS
QUALIFICATIONSTANDARDFOR WELDINGAND BRAZING
PROCEDURES,WELDERS,BRAZERS,AND WELDINGAND BRAZING
OPERATORS

SAE-"'ERQSEACEMATlRllIL SPECIFICATIONS

AMS-H-6875 HEAT TREATMENT OF STEEL RAW MATERIALS

SAE AEROSPACERECOMMENDEDPRACTICE

.3.

ARP901

GENERAL:

BUBBLE-POINTTEST METHOD

'L

THE FILTERELEMENTSSHALL BE DESIGNED,FABRICATEDAND TESTEDIN
ACCORDANCEWITHTHE DATASTATEDHEREIN. ANYADDITIONALMEASURES
NECESSARYTO PROVIDEFILTERELEMENTSWHICHWILL SATISFACTORILYPASS
THE SPECIFIEDTESTSSHALL BE THE MANUFACTURER'SRESPONSIBILITY.THIS
SSC DRAWINGSHALLGOVERNAND TAI<EPREFEREI~CEWHEREIT MAY DEPART
OR CONFLICTWITHPROVISIONSOF REFERENCEDDOCUMENTS.

MATERIAL:

UNLESSSPECIFIEDOTHERWISEBY THE FILTERASSEMBI_YDRAWINGS,FILTER
ELEMENTMATERIALSOF CONSTRUCTIONSHALLBE 304, 304L, 316, 316L, 347,
DUAL RATED304/304L, OR DUAL RATED316/316L STAINLESSSTEEL. THE
ELEMENTMATERIALSOF CONSTRUCTIONARE HEREINDEFINEDAS ALL MATERIALS
USED FOR PIECE PARTSASSEMBLEDTO CONSTRUCTTHE ELEMENT,INCLUDING
FILTRATIONAND SUPPORTINGWIRECLOTH,SUPPORTINGSTRUCTUREOR MANDREL,
SHROUD,END CAPSAND FITTINGS,AND FASTENERS.MATERIALSREQUIREDSHALL
BE NEWAND CHOSENFOR OPTIMUMPERFORMANCE.

6. COLLAPSINGPRESSURE:

THE FILTERELEMENTSHALL BE DESIGNEDTO ALLOWFULL OPERATINGPRESSURE
ON A PLUGGEDELEMENTWITHOUTCOLLAPSINGTHE ELEMENT. DEFORMATIONOF
THE FILTERMEDIAIS PERMISSABLEPROVIDINGTHE ABSOLUTEFILTRATIONRATING
OF THE FILTERMEDIAIS NOT REDUCED. .

7. INNERSEAL:

THE INNERSEALBETWEENTHE FILTERBODIESAND THE FILTERELEMENTSSHALL
BE LEAKTIGHTAT A DIFFERENTIALPRESSURENO LESSTHANTHE COLLAPSE
PRESSURERATINGOF THE ELEMENT.

8. .ELEMENTMEDIA:

THE FILTERMEDIASHALL BE WOVENWIRECLOTHAND SHALLBE COMPLETELY
WELDEDIN PLACE. PtEATEDWIRECLOTHSHALLBE IN TWOLAYERS, THE INNER
LAYERSHALLBE COARSEMESHAND THE OUTERLAYERSHALL BE FINE MESHAS
REQUIREDTO ACHIEVETHE SPECIFIEDDEGREESOF FILTRATION.FLATTENING
OR WIDENINGOF WIRECLOTHTO ACHIEVETHE SPECIFIEDMICRONRATING,AND
PATCHINGOF THE FILTERMEDIASHALLNOT BE PERMITTED. DIRECTFLOW
IMPINGEMENTAGAINSTTHE MEDIASHALLNOT BE AN ACCEPTABLEDESIGN. THE
WIRECLOTHELEMENTSHALLBE RE-CLEANABLETO A MINIMUMOF 95% OF ITS
ORIGINALCAPACITY. THE FILTERELEMENTSHALLBE SO DESIGNEDTHATTHE
WIRECLOTHMAY BE REMOVEDAND REPLACEDWITHNEWMATERIAL

9. )1EATTREATMENT:

ALL STAINLESSSTEELMATERIALSSHALLBE IN THE ANNEALEDCONDITIONPRIOR
TO FABRICATION.PARTSTHATARE COLDWORKEDSHALLBE ANNEALEDAFTER
FABRICATION.IF WORKHARDENEDPARTSARE TO BE WELDED,THE ANNEALING
SHALLBE PERFORMEDBEFOREWELDING. HEATTREATMENTSHALLBE IN
ACCORDANCEWITHAMS~H-6875.

10. WELDING:

ALL WELDINGSHALL BE.PERFORMEDAND INSPECTEDIN ACCORDANCEWITHTHE
ASME BOilER AND PRESSUREVESSELCODE,SECTIONSVIII & IX MANUFACTURER
SHALLCERTIFYTHATTHE WELDSARE WITHINREQUIREDSPECIFICATIONS
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TESTING

11. WITNESSOF TEST:

PRIORTO PURCHASER'SACCEPTANCETHE FILTERELEMENTSSHALL BE SUBJECTED
TO THE TESTSLISTEDHEREIN. THE PURCHASER'SAUTHORIZEDREPRESENTATIVE
SHALLWITNESSALL THE TESTS,IF SPECIFIEDON THE PURCHASEORDER. THE
MANUFACTURERSHALL NOTIFYTHE PURCHASERA MINUMUMOF 72 HOURSPRIOR
TO A SCHEDULEDTESTSEQUENCE.

12. BUBBLETEST:

EACHFILTERELEMENTSHALLBE SUBJECTEDTO A BUBBLETESTTO DETERMINE
THE SOUNDNESSOF THE WELDSAND TO CERTIFYTHE ABSOLUTEAND NOMINAL
PORESIZE RATINGOF THE FILTERMEDIA. THE BUBBLETEST SHALLBE
CONDUCTEDIN ACCORDANCEWITHPROCEDUREARP901 OR THE MANUFACTURER'S
PROCEDUREAS APPROVEDBY THE PURCHASERPRIORTO TESTING.

13. COLLAPSINGPRESSURETEST:

WHENSPECIFIEDON THE PURCHASEORDER,A MINUMUMOF ONE FILTERELEMENT
OF EACHDESIGNAND/OR SIZE SHALLBE SUBJECTEDTO A TESTINGPROCEDURE
TO DEMONSTRATETHATTHE ELEMENTIN A PLUGGEDCONDITIONCAN WITHSTAND
FULL OPERATINGPRESSURE. THE TESTPROCEDURESHALLBE DEVISEDBY THE
MANUFACTURERAND APPROVEDBY THE PURCHASERPRIORTO TESTING. THIS TEST
MAY BE WAIVEDIN WRITINGIF THE MANUFACTURERCAN OTHERWISESATISFACTORILY
DEMONSTRATETHATTHE ELEMENTCAN WITHSTANDA DIFFERENTIALPRESSUREEQUAL
TO THE OPERATINGPRESSURE.

14. REPORTS:

THE MANUFACTURERSHALLFURNISHTWOCERTIFIED,REPRODUCIBLECOPIES
(ELECTRONICCOPIESPREFERRED)OF THE FOLLOWINGREPORTS:

BUBBLETESTS
COLLAPSINGPRESSURETEST
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